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^Moulding serving for pharmaceutical uses, such as a 
popper (1) for pharmaceutical bottles, a 
pr H eCtive ca P for medical syringes or a 

sealWj element (38, 39) for pharmaceutical 
containers, the moulding (1, 2, 38, 39, 44) 
consisting, at least in a subregion, 'of a 
thermoplastic elastomer material with a mineral 
filler cor^ent of 30% or more and this subregion 
having a hoY-runner injection point which is formed 
as a smooth-surfaced mark. 



Moulding servAg for pharmaceutical uses, such as a 



stopper (1) 
protective ca 
sealing ele 
containers, 
consisting, 
elastomer ma 



pharmaceutical bottles, a 
for medical syringes or a 
:nt 3J?f for pharmaceutical 

the i^uldifig (1, 2, 38, 39, 44} 
in jf subregion, of a thermoplastic 
Lai witia a mineral filler content of 
30% or more and this sWegion having an injection 
point, which is injected^ over by a second part of 
the moulding, consisting d£ another plastics. 



3. Moulding according to ClaiVi 2 or in particular 
according thereto, characterized in that the 
injection point of the subregion formed from the 
flexible elastomer material is\ formed as a hot- 
runner injection point. 

4. Moulding according to Claim 3 oA in particular 
according thereto, characterized in\that the hot- 
runner injection point is formed afc^ a smooth- 
surfaced mark. 



Moulding according to Claim 1 or in 

according thereto, characterized in 

moulding altogether consists of the 
material . 
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\Moulding according to one or more of the preceding 
dvUims or in particular according thereto, 
characterized in that the hot-runner injection 
poin\ goes over into the surrounding moulding wall 
withou\ being offset outwards. 

Moulding Wording to one or more of the preceding 
claims or\ in particular according thereto, 
characterized in that a hot-runner injection point 
offset outwards with respect to the surrounding 
moulding wall J^s encapsulated by a plastics part. 

Moulding according to one or more of the preceding 
claims or in particular according thereto, that the 
smooth-surfaced ma A of the hot-runner injection 
point goes over into \he moulding wall surrounding 
it in a co-planar manners. 

Moulding according to <6ne Vr more of^the preceding 
claims or in particulaV\a^ording thereto, 
characterized in th^t >ne\ moulding is of a 
predominantly thick-walled form\ 

Moulding according to one or more\ of the preceding 
claims or in particular according thereto, 
characterized in that, in the case\of the stopper 
(1), a stopper top (13) and a stoppeV collar (14) 
are formed and in that there is a Central hot- 
runner injection (A) in the region of She stopper 
top (13). \ 

Moulding according to one or more of the preceding 
claims or in particular according the\eto, 
characterized in that, in the case of the stopper, 
the stopper top (13) has a central region (12) \f 
smaller wall thickness (x) and an edge region (15)\ 
of greater wall thickness (y) . * 



- 21 - 

Moulding according to one or more of the preceding 
dlaims or in particular according thereto, 
characterized in that it takes the form of a 
protective cap (2) for medical syringes and in that 
the protective cap (2) has a hot-runner injection 
(A) ii\the region of the cap hat (18). 

MouldingX according to one of more of the preceding 
claims for in particular according thereto, 
characterised in that the thermoplastic elastomer 
material cdhtains a proportion of plasticizers . 

Moulding according to one or more of the preceding 
claims or \n particular according thereto, 
characterized bVJae^g formed as a sealing element 
for a pharmace<otdcal N > bottl/, a central hot-runner 
injection (A)/beijWprovi*fed in an outer surface. 

Moulding acckcdirfg \o one or more of the preceding 
claims or in particular according thereto, 
characterized in thal\ in the case of a stopper, 
the stopper collar \(14) has a greater wall 
thickness (z) than thk stopper top (13) in its 
central region. \ 

Protective cap (2) produced in the plastics 
injection-moulding process \ for medical syringes, 
with a solid cap hat (18) and a comparatively thin- 
walled cap neck (19), characterized in that the 
protective cap (2) consist^ of thermoplastic 
elastomer material with a minera\ filler content of 
30% or more and in that there\ is a hot-runner 
injection (A) in the region of the \ap hat (18). 

Protective cap according to Clai\ 16 or in 
particular according thereto, characterized in that 
the thermoplastic elastomer material \contains a 
proportion of plasticizer. \ 
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Protective cap according to Claim 16 or 17 or in 
particular according thereto, characterized in that 
a\central hot-runner injection (A) is performed in 
th^ region of the tip of the cap hat. 

Method for producing a moulding for a 
pharmaceutical use, such as a stopper (1) for 
pharmaceutical bottles, a protective cap (2) for 
medical\ syringes or a sealing element (38, 39) for 
pharmaceutical containers, characterized . in that 
the moulding is produced, at least in a subregion, 
from a thermoplastic elastomer material with a 
mineral finer content of 30% or more and this 
subregion is\ configured by a hot-runner injection, 
the injectioX^^oint be/ng formed as a smooth- 
surfaced mar/. \ / 

Method fdr Aro^Qcing a moulding . for a 
pharmaceutical/ u^e, such as a stopper (1) for 
pharmaceutical bot\les, a protective cap (2) for 
medical syringes or\a sealing element (38, 39) for 
pharmaceutical containers, characterized in that 
the moulding is prodi^ced, in a subregion, from a 
thermoplastic elastomes^ material with a mineral 
filler content of 30% oAmore and this subregion is 
configured by an injecoion having an injection 
point, which injection poiVt is injected over with 
another plastics, forming a\second subregion of the 
moulding. \ 

Method according to Claim 2\ or in particular 
according thereto, characterised in that the 
injection of the thermoplastic Elastomer material 
is carried out by a hot-runner injeVtion. 

Method according to Claim 21 or \n particular 
according thereto, characterized i\ that the 
injection point of the hot-runner irftiection is 
formed as a smooth-surfaced mark. \ 



Method according to Claim 19 or in particular 
I according thereto, characterized in that the 
Woulding altogether consists of the elastomer 

material. 

Method according to one or more of the preceding 
clkims or in particular according thereto, 
characterized in that the hot-run injection point 
is Woduced such that it goes over into the 
surrounding moulding wall without any offset 
outwards . 

Method )ac cordin g to one or more of the preceding 
claims Yp' particular according thereto, 

charactered in th^t the injection point is 
produced with an offset outwards with respect to 
the surfroundYn^jpgJulding wall. 

Method Tor \ producing a stopper (1) for 
pharmaceutical Vottles (3), such as for example 
infusion bottles. in the plastics injection- 
moulding process, \ with a stopper top (13) and a 
stopper collar (k), characterized in that a 
thermoplastic elastotoer material with a 30% or more 
admixed mineral filleV content is used and in that 
a central hot-runner ihjection (A) is performed in 
the region of the stopper top (13) of the stopper 
(1) of a predominantly thVck-walled form. 

Method according to Claim\ 26 or in particular 
according thereto, characterized in that the 
stopper collar (14) is formed\ with a greater wall 
thickness (z) than the stoppeV top (13) in its 
central region. \ 



Method according to either of ClaiVs 2 6 and 27 or 
in particular according thereto, characterized in 
that the stopper top (13) is formed with a central 
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region of lesser wall thickness (x) and an edge 
region (15) of greater wall thickness (y) . 

29. Method for producing a protective cap (2) for 
medick syringes in the plastics injection-moulding 
processV with a solid cap hat (18) and a 
comparatively thin-walled cap neck (19), 
characterized in that a thermoplastic elastomer 
material w\th a 30% or more admixed mineral filler 
content is Vsed and in that a central hot-runner 
injection (a\ is performed in the region of the cap 
hat (18). 
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30. Method accordj 
according the} 
runner inject] 
cap hat (18) . 



>n 



to Clairfi 29 or in particular 
' characterized in that the hot- 
is performed centrally on the 



31. Method according to either of Claims 29 and 30 or 
in particular according Vhereto, characterized in 
that a proportion of plasticizer is added to the 
thermoplastic elastomer material. 



